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SPECIFICATION KQ» 65446 0 
IWVB^hi- JOHN WILLIAM RANDALL 

Hemel Hempstead, Hertfordshire. 



THE PATENT OFFICE, 
28th July, 1951 

10 xne present mvention relates to bags and 
like containers, i ncluding transparent and 
i mrt-l r suib pm ' BUE display'' bags and displa y 
f. m ttffllti*r*, ^ J^Jnnd hflvuTn; tiex'ibLe wails 
wfaieir"en&ble the~articies to be collapsed 
15 to a flat or substantially flat condition when 
not in use. 

It is now a well known practice to pro- 
duce such bags or containers, hereinafter 
referred to as bags, by the method of form- 
20 mg a continuous bag-tube or successive 
individual bag-tubes in a bag-making 
machine, severing the required tubular bag- 
lengths from the tube when the latter is 
continuously formed, and then sealing one 
25 end of eachsevered bag length or individual 
bag tube and folding the latter when neces- 
sary to complete the bag. 

The bags produced in the manuer above 
described, particularly in the case of trans- 
30 parent or part-transparent display bags, are 
usually made of a comparatively thin, flex- 
ible sheet material which lacks rigidity and 
is comparatively frail, so that such bags, 
- as hitherto made, ^ejinablejropfirly--to 
35 maintain the. desire? T packed shape-or 
propprlytn^j^ect their co ntents when 
fnTp^r^nHmo ^ver. are liable to rupJ ame 
unfl gr-lfieTlEraln of their content s. A 
fuYtner~3isadvantage of such bags of a 
40 transparent or part transparent nature 
_ resides on the ffict : i^^^?^£aisa"ent: 
sheet material, usu^y_ grpffliyQsin IfVrrh, 
used in the manufacture thereof forms a 
bad background for the display of printed 
45 matter and like inscriptions. 

The primary object of the present inven- 
tion is to provide a modified and improved 
fPr • ' 
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thin, flexible material, a piece or pieces 
formed of comparatively stiff sheet matei'ial 
is or are located in juxtaposed relation to 
the flexible tube-forming material in such 60 
a manner as to become enclosed in and /or 
united with the formed bag-tube and subse- 
quently to form a reiuforcement for pre- 
selected parts of the completed bag. 

The present iuvention also provides a 65 
collapsible bag or like container comprising 
a tubular bag section of comparatively thin 
flexible sheet material having one end 
thereof sealed and one or more pieces of a 
comparatively stiff sheet material applied 70 
to the bag-tube in the formation thereof 
so as to reinforce pre-selected parts of the 
completed bag. 

According to one feature of the invention, 
the reinforcing piece or pieces may comprise 75 
an insert or inser ts which i s or are prefer- 
ably adapted to "reinforce llltf bultum and 
at least one side wall or the Bag: ; 
"""According to another" feature of the inven- 
tion, the reinforcing piece or pieces may go 
be applied and secured to the external £(j 
mi r f aces of t he bag and preferably adap t e d 
to reintorce the bottom and at ieast one side 

wall of the bag. 

- —°- - - - 8 5 



" The reinforcing piece or pieces maj__bj 
secure d to the surfaces of the hag~oV anv 
s uitable means e.g. b_v sewing, stapling or 
^J^agiuj^ or by- 

thfeTuse o ffi^^e"fflbfe fiTntS Nflnd, in some 
cases, by interfolding with the folds of the 90 
bag where these are present. 

For most purposes, the reinforcing piece 
or pieces rnav be arranged to strengthen the 
bottom and front wall and *'ov rear wall of 
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We, John William Randall, a British 
Subject of "Longueville", Green End, 
Boxmoor, Hemel Hempstead, in the 
County of Hertford, and John Dickenson 
& Co." Limited, a Company Incorporated 
under the Laws of England, of Apsley Mills, 
Hemel Hempstead, in the county of Hert- 
ford, do hereby declare the nature of this 
invention to be as follows: — 

The present invention relates to bags and 
like containers, including transparent and 
part-transparent display bags and display 
containers, of the kind having flexible walls 
which enable the articles to be collapsed 
to a flat or substantially flat condition when 
not in use. 

It is now a well known practice to pro- 
duce such bags or containers, hereinafter 
referred to as bags, by the method of form- 
a continuous bag-tube or successive 



individual bag-tubes in a bag-making 
machine, severing the required tubular bag- 
lengths from the tube when the latter is 
continuously formed, and then sealing one 
25 end of eachsevered bag length or individual 
bag tube and folding the latter when neces- 
sary to complete the bag. 

The bags produced in the manner above 
described, particularly in the case of trans- 
30 parent or part-transparent display bags, are 
usually made of a comparatively thin, flex- 
ible sheet material which lacks rigidity and 
is comparatively frail, so that such bags, 
" as hitherto made, are unable properly to 
35 maintain the desired packed shape or 
properly to protect their contents when 
filled and moreover, are liable to rupture 
under the strain of their contents. A 
further disadvantage of such bags of a 
40 transparent or part transparent nature 
resides on the fact that the transparent 
sheet material, usuaUy"€3o!l\^ 
used in the manufacture thereof forms' a 
bad background for the display of printed 
45 matter and like inscriptions. 

The primary object of the present inven- 
tion is-io provide a modified and improved 
[Pt 



method of producing bags of the kind set 
forth having a reinforced construction which 
obviates the disadvantages referred to 
above. 

Accordingly, the present invention pro- 
vides a method of manufacturing collapsible 
bags and like containers whereby, in the 
formation of the bag-tube from a web or 
webs or sheet or sheets of comparatively 
thin, flexible material, a piece or pieces 
formed of comparatively stiff sheet material 
is or are located in juxtaposed relation to 
the flexible tube-forming material in such 
a manner as to become enclosed in and/or 
united with the formed bag-tube and subse- 
quently to form a reinforcement for pre- 
selected ports of the completed bag. 

The present invention also provides a 
collapsible bag or like container comprising 
a tubular bag section of comparatively thin 
flexible sheet material having one end 
thereof sealed and one or more pieces of a 
comparatively stiff sheet material applied 
to the bag-tube in the formation thereof 
so as to reinforce pve-selected parts of the 
completed bag. 

According to one feature of the invention, 
the reinforcing piece or pieces may comprise 
an insert or inserts which is or are prefer- 
ably adapted to reinforce the bottom and 
at least one side wall of the bag. 

According to another feature of the inven- 
tion, the reinforcing piece or pieces may 
be applied and secured to the external 
surfaces of the bag and preferably adapted 
to reinforce the bottom and at least one side 
wall of the bag. 

The reinforcing piece or pieces may be 
secured to the surfaces of the bag by any 
suitable means e.g. by sewing, stapling or 
by a suitable adhesive such as gum or by 
^ffiga^icfekfe^^ some 
cases, by infeerfolding with the folds of the 
bag where these are present. 

For most purposes, the reinforcing piece 
or pieces may be arranged to strengthen the 
bottom and front wall and /or rear wall of 
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tin- ba" and tin- lower end of the reiuiorcing 
niece or e.ich such piece may be scored, 
creased or otherwise hiuged to facihtnte the 
folding over oi un end urea thereof corres- 
5 pondiSg to the base or bottom of the bug so 
that the hinged end portion i* adapted to 
fold so as to lie Hut >ig'iin»t the remainder 
o£ the reinforcing piece vvlirti the bag is 
collapsed And to extend across the base sub- 
10 stnntiullv at right angles to the walU of the 
bag when the latter is opened tor tilling. 

When the reinforcing material is appltf 
in the form of separate oppositely disposed 
pieces to reinforce the front and rear walls 
1« of a gusset-sided bag, score linesor other 
weakening foH -defining lines fa&y ToAJaade- 



couifction ir iii:>v « 



mm 



■■I i.lvitrllll.- w ith 



at a. distance from the lower end of the said 
pieces to provide hinged flaps of approxi- 
mately half the width of the side wall i.e. 
20 the depth of the gusset, so that wneu the 
ba-r opened for filling, the hinged flaps 
wifl assume a position covering the b*s 
bottom with the two bottom edges ot the 
piece in juxtaposition. 
05 If it is desired to cover the gap or line ot 
abutment between the aforementioned 
folded edges of the reinforcing pieces, provi- 
sion raav be made of a cover piece which 
mav be in the form of a loose insert or 
30 mav be attached to one of the wall reinforc- 
ing pieces and adapted to be hingedly tolded 
over substantially to cover the area of the 
bag bottom. ., , 

In a modification of the last described 
35 arrangement, where it is desired to provide 
additional strength to the bottom and one 
wall only of the pack, the reinforcing piece 
applied to one of the walls may be utilised 
, r tmH-yim f>ov«?rin<r nan. ihlt- 
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to form the bottom covering flap 
40 mav be achieved by allowing a portion ot 
the* said piece to extend upward beyond the 
line of weakening for a distance correspond- 
in" substantially to the width of the bottom 
and to remain unsecured over the afore- 
45 mentioned extended area to enable it to be 
folded inwardly when required. 

It will be appreciated that although the 
last described arrangements are particularly 
well suited to bags of gusset sided fonna- 
50 tion, fh py could be adapted for use with 
^ flat b^gTlfso^desh^d, 

—Furtu^rniove, many other t; pe> ot tubu- 
lar bags incorporating the use of remforc- 
in* pieces are within the scope of this m- 
55 vention. For instance, in the ens- of hasp* 
known generally in the trade as block 
bottom and ,seK^^^ 
reinforcing pieces- -OTa ; y^cosi'^J5ntlyaiiiuAi>iiS; 
the lower ends thereof -V" shaped to con- 
60 form to the usual diamond formation of the 
ba<* bottom. The shaped ends of the 
reinforcing pieces not only serve as 
strength ning and stiffening members but 
also assist the folding of the bag tube in 
65 the formation of the ha? bottom. In this 



certain iimteriaTTtu pi^ci -UM- th** rirtulore- 
ing pieces to coufrnw^ctTe"i5oTt«.ni nM<. 

The "V" shaped portions of the ahr.w 
mentioned reinforcing piH!*< will, of eoms* 
oulv provide local reinforcement to the half 
diamond "ear*"" of the bag bottom and 
therefore iu some ca-e- it may he found 
necessarv to apply u patch or cover piece 
to complete the stiffening of the bottom. 

The said patch may conveniently ho 
applied to the baa tube during the forma- 
tion of the block bottom, and immediacy 
prior to foldinu over the half diamond 
"ears". The *ubsequeut folding of the ears 
will then partially enclose the said patch. 

In the case of bags of thr tint or satche 
block bottom formation it has been found 
that instead of apply in? the reinforcing 
piece* to the front and rear walls oi the hag 
tube thev may. with considerable advan- 
tage, be* applied to the areas ot uie hag 
tube or web which *ub<e<<uently became th* 
<r U ssets or side walls of the bag-. This not 
onlv assists in the formation oi block bottom 
when manufacturing bags from films ot 
known character, such as regenerated cellu- 
lose, but also provides a complete reinforce- 
ment of the bag bottom without the appli- 
cation of a further patch. 

The reinforcing pieces may extt-ud sum- 
stantiallv to the lower extremity of the ba- 
tube so 'that they may be severed in the 
normal operation of severing the nag 
lengths, if supplied from a web or wen* ^ 
the reinforcing material. . 

The mouths of the bag- made according 
to this invention, may be adapted for 
closure in known manner. »uch as for in- 
stance bv sealinz bv the application of heat 10 5 
and pressure to heat-sealable films preier- - ^ 
ablv applied direct to the walls of the ba? 
tube, in which case the reinforcing P>ce 
or pieces mav be arranged to terminate short 
of the top of the bag tube wails. Aitei na- 
tively, the reinforcing piece or pieces may- 
be extended up to or beyond the. top "tee 
of the bag and adapted to close :nwaitlly 
over the contents of the hag. thus expos 
an area of the bag tube walls at the mouth n5 
of the bag for <ealin:r purposes. In a 
further -modified form, the said remforcnig 
pieces mav remain extended for ^alin* :n 
co-operation with the sealing area. ;it rh- 
bag mouth and may be adapted, per hc tor 
heat sealing. , , 

The means for effecting h satisiactory 
SclS^v^-bfe^fie-bass include the use of-adh^- - 
^sive tape, metal clips, staples, stitching etc. 

Cleans may conveniently be provided fnr 125 
carrying the bass produced according to tb.* 
present invention. For example, an aper- 
ture cut in the said extended reinforcing 
strip or strips would quite wdl v,- thw 
purpose. 130 
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Apparatus suitable for carrying the 
method of the present invention into effect 
may comprise means adapted to feed ma- 
terial for fo rming the bali_ tuh p e ither by 
drawing ir^om ft jregl_Jfl web form, or 
frgtradting wd~ advancing pre-cut sheet s 
from a w affTsigiilar alternative means adap- 
t ed 16 feed and advance the reinforcing 
material to a position for uniting with the 
said bag tube material prior to the formation 
of the bag tube, means for uniting the said 
materials in the formation of the bag tube 
and folding means ^ap^i ^^Heate the 
tube'ifr^lj^ 

reinforcing pi eces herein .' Trie 'apparatus 
may 'a\mr^VSveM^m% 9 comprise means 
to egecV ^tfVB ir tfri cg^tff'the completed bag 
tube in the desired bag lengths, means 
for scoring or otherwise weakening tYie~t& 
inforcing^pieces at"the~folcV fines ThdTnean^ 
for folding the bag bottom and effecting 
delivery of the finished bag. 

One "manner of carrying the method (if 
the present invention into effect in the pro- 
duction of gusset sided bags made from a 
single web, and provided with two re- 
inforcing pieces, one of which is intend ed 
to be used as the bottom cover flap, is here- 
inafter described merely by way of example 
and without implied limitation. 

The reinforcin g mate rial which may, ior 
instance", be of cardboard, strawboard, or 
paper of suitable stiffness, may be pre-cut 
into strips or sheets and fed from two 
35 stations by suitable feeding means, or hi 
a manner 'preferred, drawn from reels and 
severed either before or after contacting 
the bag tube web as will hereinafter be 
described. 

To facilitate folding the lower portion of 
the said reinforcing strips or sheets to con- 
form to the bag bottom pit* vision may be 
made of means adapted to crease or create 
other lines of weakening and preferably 
arranged to cany out this operatiou during 
the transfer of the said reinforcing strips 
or sheets to the tube- forming web. 

The said l ' e j gfc£g pg material may hav e 
i nherent heat-seahng properties , or it may 
be treated with suitable heat sealing film 
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b r coating or applying in strip form at 
ap propriate positions . 

Alternatively, or m additio n, the adhesive 
or heat-sealing film may be applied to the 
tube-forming web as it is drawn from the 
reel, or the said web may consist of heat- 
sealing film. 
The said web, which may conveniently be 



of regenerated cellulose, moistureproof film, 
or suitable heat sealing film as mentioned 
a bove, m ay be drawu from a reel and 
caused to unite with the reinforcing material 
for subsequent attachment by heat-sealing 
means provided for this purpose. The first 
strip or sheet of reinforcing material is then 
applied to the tube-forming web and the 
combination forwarded through mechanism 
provided to form the gusset, from where it 
is canned to unite with the second reinforc- 
ing strip or sheet for heat-sealing. 

The reinforciug strips or sheets are so 
positioned on the tube-forming web, that 
the aforementioned lines of weakening co- 
incide with the front and rear edges of the 
bag bottom when the completed bag is 
opened for use. 

After the introduction of the second re- 
inforcing strip or sheet, the assembly is 
further advanced to the position where the 
final longitudinal tube fold is created and 
the longitudinal seam is sealed. 

The bag tube is then severed into sections 
of desired length to form the bags, each of 
said lengths being conveyed to suitable 
apparatus for forming or folding the bag 
bottom in known manner and finally the 
completed bags are carried by means 
adapted to deliver and stack. 

A bag thus made may be stored in flat 
condition and made ready for use by opening 
the gusset folds and thereby forming the 
bag bottom, which in turn mav be further 
reinforced by folding inwardly trie extension 
flap provided for this purpose in one of the 
reinforcing strips or sheets as hereinbefore 
described. 

Printing or other decorative matter 
may be applied to the bag with the 
reinforcing strips providing a good back- 
ground thereto, or the decorative matter 
could, with advantage* be applied direct to 
the outer face of one or more of the re- 
inforcing strips or sheets. 

It will be clear that by the method of the 
present invention a well shaped, appreci- 
ably rigid pack reinforced at the points of 
maximum strain can be provided and by 
using a suitable transparent material for 
the bag tube such a pack may be formed 
with suitably reinforced and stiffened areas 
associated with a display panel or panels. 
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Dated this 15th day of June, 1948. 

McKENNA & CO., 
12 Whitehall, S.W.I. 
Applicants' Solicitors, 
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We, John Wiluam Raxdall, a British 
Subject of "Longueville", Green End, 
Boxmoor, Hemel Hempstead, in the 



County of Hertford, and John Dickeksox 115 
& Co. Limited, a Company Incorporated 
under the Laws of England, of Apsley Mills, 
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Kernel Hcmp*t«ul. in the County of Hart- 
ford, do hereby declare the nature of this 
invention and in whut manner the aime n 
to be performed, to be particularly des- 
cribed and ascertained in and by the Mlou - 

ing statement: — , 

*The present invention relates to bags and 
like containers of the flat bottomed type- 
including transparent and part-transparent 
display bags and display containers, of the 
kind having flexible walls w hich enable the 
articles to be collapsed to a flat or substan- 
tially flat condition when not in use, and 
a bottom end formation which automatic- 
ally assumes a flat-bottom condition or is 
adapted to be manipulated bv the fingers 
of the hand into such a condition when the 
bag is in use. 

It is now a well known practice to pio- 
duce such bags or containers, hereinafter 
referred to as bags, by the method of form- 
ing a continuous bag tube or successive 
individual bag tubes in a bag-making 
machine, severing the required tubular bag- 
lengths from the tube when the latter i< 
continuously formed, and then sealing one 
end of each severed tubular bag-length or 
individual bag-tube and folding tae latter 
when necessarv to complete the bag. 

The produced i n Hip manner above 
described, particula^lnJhec|se^Lt£ans- 
ra ™Trtr7rr part-ti 'arispalinTtoplay ba^are 
usaTttty^adeo^ac*^ 
ible-slieeOnaTeni^ 
is-wjinTfaTattVely'Ea^^ . 
hither to madejUl^ejln agji^^ 
t ain the de s Trtg^alklQ^ gl^^^ 
to Iprotect their contents when nligojand, 



mcfre5vir~are lia b le to rupurTugd ^tlie 
strain of t heir ^j^ ^r^SSm^ 
aavan^age-ol such bagT of transparent or 



advantage ui — . * - , , 

part-transparent nature resides in the fact 
that the transparent sheet material, usually 
a cellulosic film, used in the manufacture 
thereof forms a bad back-ground tor the dis- 
play of printed matter and like inscinptions. 

In order to overcome the disadvantages 
referred to above, it has previously been 
proposed to provide such collapsible bags 
and containers with reinforcing u^erts in 
the form of pieces and/or strips of a com- 
paratively stiff material such as cardboard, 
millboard or pasteboard and according to 
one such proposal in constructing a block- 
shaped bag either by hand or in a bag- 
making machine, from bag tubing made of 
paper or similar material with mwardly 
4rnedJateraUol^ 
fche v %anrth^ 
60 -ussets are stiffened over their entire width 
by means of strips of cardboard pasted on 
to the bag-tube material prior to pasting 
and forming the bag tubing, the said s*np* 
of cardboard having a width equal to the 
65 width of th said walls and a length such 
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as to produce a reinforced bag tube with re 
inforced open cuds uiiichjiiv^ 
f oldedjuibse^ * 
uUflojfcmil^^ block- _ 

sliSpSjt^^ '< 
reinforcedj^^ 
nTjpifoH^ 

TKe^rlmaiy object oTtlie present inven- 
tion is to provide a modified and unproved 
method of producing bags of the kind *.*t ,i 
forth with a reinforced construction which 
obviates the disadvantages referred to 

above. t . 

\ccordinglv, the present invention pro- 
vides a method of manufacturing Hat- 
bottomed type collapsible bag* and like 
containers wherebv a web or w~bs or a 
piece or pieces of flexible bag-tube material 
is or are mechanically fed to a bag-tube 
forming mechanism, and one piece two 
or more pieces of a comparatively ^uiT -hoet 
material suitablv creased or otherwise 
weakened for subsequent folding is or 
mechanically presented to and brought into 
face-to-face relation witli each bag Imgth •» 
of the bag-tube material so as to beconit* 
united therewith in the formation tin* 
bag-tube from the bag-tube material mid 
wherebv one end of the formed bag- tube 
and the corresponding parts of the renforo J; 
ing piece or pieces applied to the bag-tube 
are mechanically folded and sealed to com- 
plete a bottom for the bag and so that vliwi 
the latter is opened for use the reinforcing 
pieces adopt a position wherein to define a 1*> 
flat bottom to the bag and to reinforce the 
bottom and at least one longitudinal wall of 

the bag. . . 

The present invention also provides 
apparatus for carrying the above described 10- 
method into effect and, to this end. com- 
prising, means for feeding a continuous uvh 
of bag-tube material to bag-tube forming 
mechanism, means for coating the longi- 
tudinal seaming areas and reinf orcein wit 11* 
areas of each bag length of the w?b with an 
adhesive substance, means for bringing a 
succession of suitablv creased or otherwise 
weakened reinforcing pieces into face-to- 
face contact with the adhesive-coated ureas u 
of the web. means for forming each bag- 
lenHsh of the reinforced web into the requi- 
site bag-tube, means for applying au adhe- 
sive substance to the bag-tube lengths at 
one end thereof and folding and sealing the i- 
adhesive-coated ends to form reinforced 
bottoms to the bags, and means for deliver- 
ing the formed bags. 

^ In carrying the method of the invention 
into effect the reinforcing pieces may be 1: 
secured to internal and /or external sur- 
faces of the bag. 

The reinforcing pieces may he secured 
to the surfaces of the bag by any suitable 
means e.g. by sewing, stapling or by a 1 
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.suitable adhesive such as gum or by the 
use of heat-sealabio films And. in some 
cases, by iuterfoidiug with the folds of the 
bag where these are present. 

For most purposes, the reinforcing pieces 
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condition automatically when the bag is 
filled; "plain satchel bag" defines a bag 
having gussetted side walls and some form 
of flat-opening but not truly block bottom 

_ v ( w fc which usually needs to be manipulated by 

may" be arranged to strengthen theVottom the fingers of the hand to produce the flat 

* • — ii — ii bottom condition when the bag is in use; 

while "block bottom non-self-opening bag" 
is intended to define a bag with block 
bottom formation but without gussetted 
side wails. It will be appreciated that 
every type of bag herein described and 
shown exhibits or may be manipulated to 
exhibit a flat bottom when opened out in 
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and unfolded front wall and/or unfolded rear 
wall of the bag or, alternatively, the bottom 
and folded sid walls of the bag, and the 
lower end of the reinforcing pieces may be 
scored, creased or otherwise hinged to facili- 
tate the folding over of end areas thereof 
corresponding to the base or bottom of the 
bag so that the hinged end portion is 
adapted to fold so as to lie flat against the 
remainder of the reinforcing pieces when 
the bag is collapsed and to extend across 
the base substantially at right angles to 
the walls of the bag when the latter is 
opened for filling. 

To enable the invention to be clearly 
understood and readily carried into effect it 
will hereinafter be more fully described with 
reference to the accompanying diagram- 
matic drawings in which: — 

Fig. 1 is a schematic side elevational 
view of one form of apparatus for carrying 
the method of the present invention into 
effect; 

Figs. 2, S and 4 are line perspective views 
of certain constructional stages of a re- 
inforced plain satchel bag as produced by 
the apparatus shown in Fig. 1 ; 

Fig. 5 is a schematic side elevational view 
of an alternative form of apparatus tor 
carrying the method of the invention into 
effect ; 

Figs. 6, 7 and 8 are line perspective 
constructional view's of a block bottom non- 
self-opening bag produced by the apparatus 
shown in Fig. 5 ; 

Fig, 9 is a schematic view of a further 
alternative form of apparatus for carrving 
the method of the present invention into 
effect ; 

Figs. 10, 11 and 12 are line pei-speetive 
constructional views of a block bottom self- 
opening satchel bag produced by means of 
the apparatus shown in Fig. 9; 

Fig. 13 is yet another alternative form of 
apparatus for carrying the method of the 
present invention into effect, and 

Figs. 14, 15 and 16" are line perspective 
constructional views of a* flat" or block 
bottom self-opening satchel bag produced 
by means of the mechanism shown in 
Fig. 18, and 

Figs. 17, 18 and 19 are line perspective 
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In the formation of the plain satchel bag 
shown in Figs. 3 and 4 of the accompanying 
drawings, a tubular bag length 1, as shown 
prior to folding in Fig. 2, is provided with 
longitudinal side gussets 2 and reinforcing 85 
material is applied to the bag in the form 
of oppositely disposed pieces 3, 4 to re- 
inforce the unfolded front and rear walls 5, 
6 of the bag. The reinforcing pieces 3, 4 
are secured to the inner faces of the bag 90 
walls 5, 6 while transverse score lines, 
creases or other weakening fold-defining 
lines 7 are made in the reinforcing pieces at 
appropriate distances from the lower ends 
thereof to provide hinged flat-bottom-form- 95 
bag flaps 9, 10 having a width which is 
approximately half that of the folded side 
walls of the bag i.e. equal to the depth of 
the gussets 2; thus as- shown in Fig. 4, 
when the bag is opened for filling, the IQO 
hinged flaps 9, 10 will assume a position 
covering the bag bottom with the bottom 
end edges of the flaps in juxtaposition. 

If it is desired to cover and teinforce the 
gap or line of abutment between the iqq 
opposed edges of the flaps 9, 10 of the re- 
inforcing pieces, provision may be made of 
a patch or cover piece 11 which may be in 
the form of a loose insert or may be hingedly 
attached to one of the wau-reinforcing hq 
pieces and adapted to be folded over so as 
substantially to cover the flaps 9, 10 and 
the area of the bag bottom. 

In a modification of the last described 
arrangement, where it is desired to re- j^g 
inforce the bottom and one side only of the 
. bag, the reinforcing piece 4 may be utilised 
to provide both the flap 10 and patch 11. 
This may be achieved by allowing the upper 
portion of the piece 4 which lies above the j20 
fold line 7 to extend for a distance corres-* 
ponding substantially to the width of the 
bag bottom and to remain free from the 
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constructional, views. of, j*^fl^^ tn * aforesaid extended 

lKrw^tS^ 7 ua6i8* il to be folded downwardly 



bottom T noh-self-o^ 
means of the mechanism shown in Fig. 13. 

The term "self -opening satchel hag" as 
used herein is intended to define a bag 
having gussetted side walls and a block- 
bottom which is adapted to open to a flat 
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to lie upon the flap portion 10 and cover 
the bag bottom when the bag is opened. 

The above described form of reinforced 
bag may be produced in accordance with 
the method of the present invention by 
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meant of the apparatus ahoitu mTy 1 
therein U indicates a reel for teedmjf. a 
Mntfow* web W of buvMube material 
such 83 cellulose acetate film. 13 indicates 
means for applying gum or other adhesive 
To the internal seaming and reinforcing 
surface area, of the web: 14 is .i hi* reel 
for supplying the reinforcing ma tern m 
the form of a continuous web R: la is u 
draw-off. creasing and « -eb^everiiifc' sec .on 
associated with the web-feeding reel 14 16 
is a first gusset fold section: 1* is a second 
reel for the supply of a continuous ueb U1 
of reinforcing material; 18 h * dn^ 
creasing and severing section associated 
wSh tie web-feeding reel 17 ; 19 is a second 
gusset-fanning section; 2U indicate* the 
means for severing the bag-tube length* 
from the web; 21 the means tor appljing 
20 gum or other adhesive to the bottom or a 
fad of the separated bag-tube lengths and 
tucking-in and turning up the gummed ends 
thereof; while '22 indicates a gnpper cylm- 
der for delivering the completed bags. 
25 In the operation of the above de>cubed 
apparatus, the web W of tube-forming ma- 
2SS is drawn torn the reel 12 by diw 
rolls 87, passed between the ^."g 8 
and then between the gummer roll 24 and 
30 pressure rolls 25 of the adhesive-applying 
means IS and then passed between the unrt- 
in« roller pan- 26; at the same time, the 
web B of the reinforcing material, e.g. card- 
board, is drawn between wrap rolls 2. from 
35 the reel 14 by draw rolls 28 . provided with 
the transverse crease or fold lines . by 
creasing rolls 29 and then brought mto f ace- 
Lface contact with the adhesive-coated re- 
inforcement areas of the web \\ in passing 
40 therewith between the rolls 26 while the 
web B is separated by severing kniie means 
30 into the sections of the requisite length 
for the reinforcing pieces 3. The web \Y , 
with reinforcing pieces 8 attached thereto, 
a- fFie 2), then passes through the gusset- 
43 S&gsection 16 which folds the longi- 
tudinal side gussets 2 over the edges of the 
reinforcing pieces 8 and the gusset-folded 
web W is then passed beneath the deliverv 
KA roller pair 31 of the section 18. A second 
web Bl of reinforcing material is drawn 
from the reel 17 by wrap rolls 82 ana draw 
rolls 33 of the section IS and the last men- 
tioned web is transversely creased by tlie 
55 creasing rolls 84 and then superimposed 
»upon the web W and reinforcing pieces o 
r . i .J *U/n /i Strove roller 
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requisite length for the reinforcing pieces 
4 The web W, carrying the superimposed 
reinforcing pieces 8, 4 then passes through 
the second guss t-foiding section 19 which 
completes the longitudinal side gusset folds 
2 and forms the web into the tubular bag 



<|, M>o with the adhesive-coated loucitudiual 
seaming areas thereof brought- into juxta- 
posed relation and the adhe<ivo^ated rem- 
forcing areas brought into contact with the 
reinforcing pieces 4. The tubular web m lint 
folded form passes over guide rulU .*u and 
is forwarded by dmw rolls 37 to rot.ry 
Mtfvi-riiitf knife mean< :W hereby the web i< 
separated into the tubular bag lengths 1 
which pa« between ironing rolls d9 and are 
thereby sealed along their longitudinal 

^The ^aled. reinforced tubular has: 
leirths 1 are then conveyed between end- 
less convevor and clamping tape* *i to th.- 
adhesive-applying and tucking-in section 21 
wherehv the tail end. of the tubular has 
length*' are coated with adhere, fold.-! 
over with a single or double turn-up. a< 
desired, and the bottom ends of the gusset- 
2 tucked in to provide the bottom openrn^ 
pleats of the bag. t o . 

The complete bag a- *howu m tig. - }< , 
thereupon transferred to and delivered m 
tint folded condition by the gripper cylinder 
22 

""ilanv other types of reinforced tubular 
bans «rav readily be produced by the 
method of the present invention, for ex- 
ample auv nf the bags known in the traue 
unde»* the terms hereinabove defined. 

As shown in Figs. 6, 7 and 8 an internally 
reinforced block " bottom nou-selt-openmg 
ba* produced by the method of the present 
invention comprise* a bag length 41 longi- 
tudinaliv seamed and sealed to form a tubu- 
lar bag* with plain unfolded side walls 4- 
and oppositely deposed reinforcing piece- 
4:> 44 which reinforce tlie front and rear 
walls 43. 46 of the ha? and extend alMr. 
the major part of the length thereof. The 
reinforcing pieces 43, 44 have tiie lower 
ends thereof conveniently V-shaped to cax- 
form to the usual diamond formation of 
the bas half-bottom. The remforeing 
pieces are secured to the inner faces of the 
bau wall> 45. 46. while transverse scire 
lines, creases or other weakening fold-detin- 
iuss iines 47 are made in the reinforcing 
pieces M appropriate distauces from the 
lower ends thereof to provide hinged V- 
shaped flaps 49, 50. . The "Y-shaped flaps 
not only serve as bottom strengthening and 
stitfenwff members but also assist in the 
folding of the bag tube in the formation of 
the block bottom" of the bag. 

Tlie V-shaped flaps 49, 50 of the reinforc- 
ing pieces 43 f 44 will, of course, only pro- 
vide reinforcement" to" the half "J^iofrkST 
"ears" 49'/. 5<W of th- bag bottom and 1: 
therefore it w essential to apply a blocking 
patch or cover piece 51 to complete ti:<- 
sttPf nine ° r blocking of the bottom of th- 
bag. The blocking patch 51 may eonven- 
ientlv be applied to the bag tube during th 
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formation of the brig-bottom and immedi- 
utoly prior to the folding over of the half 
diamond ears. The subsequent folding of 
the ears will then partially enclose the 
patch. 

A further transverse crease or fold line 
48 is defined in the reinforcing pieces 43, 
44 to enable the block bottom of the bag 
to fold flat against the vails thereof when 
the bag is not in use. 

Apparatus for producing the last des- 
cribed form of reinforced tubular bag by 
the method of the present invention is 
shown in Fig. 5 in which 62 is a supply 
reel for feeding the web W of the bag-tube 
material: 63 is an adhesive-applying means 
for applying gum or other adhesive to the 
longitudinal seaminsr areas and reinforcing 
areas of the web W; 64 is a first feed hopper 
for feeding pre-fovmed strips or pieces 43 
of reinforcing material, e.g. cardboard. 

65 is a draw-off, creasing and forwarding 
section associated with the feed hopper 64; 

66 is a pair of rolls for uniting the web W 
to the reinforcing pieces 43; 67 is a second 
feed hopper for feeding pre-formed strips 
or pieces 44 of reinforcing material, e.g. 
cardboard: 68 is a secoud creasing and for- 
warding section associated with the second 
feed hopper 67; 60 is a bag-tube forming 
section: 70 indicates knife means for sever- 
ing the bag-tube lengths from the web; 71 
the means for applying, adhesive to the 
bottom or tail end of the separated bag 
tubes: 73 a feed hopper and associated 
means for feeding blocking patches 51 to 
the open bottom or tail ends of the bag- 
tubes: 74 a bottom folding section com- 
prising means for tucking-in the half dia- 
mond "tail ends of the bag tubes and re- 
inforcing piece*: while 72 indicates means 
for delivering *he completed bags. 

In the operation of the last described 
form of bag making apparatus, the web W 
is drawn from the reel 62 by the draw 
rolls 80. passed between wrap rolls 75, 
supplied with adhesive by passing between 
the gummer roil 77, and pressure rolls 76 
of the adhesive -applying section 63, and 
60 then passed between the uniting roll pair 
66. 

Reinforcing strips or pieces 43 are fed 
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45 



from the hopper 64 through the forwarding 
section 65 and provided with transverse 
55 scoring lines or creases 47, 48 by creasing 
rolls 78. The reinforcing pieces 43 are 
brought into face-to-face contact with the 
adhesive-coated surfaces of the web W and 

vp 'ted therewith. in---T>ass«r?r ;ii b-etxreen ; ^thft-. 

60 rollers '66. Tne united 'web and reimorc- 
ing pieces pass between a draw roller pair 
60« and, at this stage, a second reinforcing 
strp or piece 44, fed from the hopper 67 
and transversely creased or scored by the 
65 creasing rolls 70 in passing through the 



draw-oft, creasing and forwarding section 
68. is superimposed upon each reinforcing 
piece 43 secured to the web W. 

The web W and superimposed reinforc- 
ing pieces 43, 44 then pass between the 70 
roller pair 69a and are fed thereby to the 
bag-tube forming section 69 wherein the 
web is progressively formed into the requi- 
site bag-tube with the longitudinal adhesive- 
coated edges thereof brought into overlap- 75 
ping contact and adhesive-coated reinforc- 
ing areas in face-to-face contact with the 
reinforcing pieces 44. The formed bag- 
tube is then passed by the draw rolls 80 
between the blades of the severing knife 80 
section 70 and over a table 81a and be- 
neath a plough 81 which lifts and turns 
back about its fold line 48 the bottom end 
of each reinforcing piece 44 so that the 
latter carries back therewith the corres- 85 
ponding part of the upper seamed wall of 
the tubular bag web. The bag- tube lengths 
are separated one by one from the web by 
means of the severing knife section 70 and 
each separated bag-length is then carried 90 
between the gummer roll 82 and backing 
roll 83 of the adhesive applying section 71 
so that the inner faces of the V-ends of the 
reinforcing pieces 43 are coated with adhe- 
sive. Thereafter a blocking patch 51 is 95 
drawn from the hopper 73 by the rotary 
gripper cylinder 84 and deposited upon the 
upwardly facing adhesive-free inner sur- 
faces of the front and rear walls of the bag 
tube lying to the inner sides of the fold lines 100 
47. The bag tube then passes between the 
gripping cylinder 84 and co-operating roll 
85 to a bottom-folding section 74 where- 
upon the tucker blade 87 tucks the adhe- 
sive-coated V-shaped ends of the reinforc- 105 
ing pieces, 43, 44 and half diamond ears of 
the bag tube about the inserted blocking 
patch 51. 

The tucking, folding and sealing of the 
bottom of the bags is completed as each 110 
bag passes between the co-operating rolls 
85, 86 and between the roll 85 and co- 
operating endless tapes 88, and the com- 
pleted bags are discharged therefrom on to 
a delivery table or travelling conveyor 72. 115 

Figs. 10, 11 and 12 show an internally re- 
inforced block-bottom self-opening satchel 
bag as produced by the method of the 
present invention. The last mentioned 
type of bag is constructed upon similar lines 120 
to the block bottom non-self -opening bag 
of Fig. 8 the essential differences being that 
the self-opening satchel bag is provided 
jjith^longitudinal side gussets 2- as in- the-, 
lease oi*the plain satchel bag'described with 125 
reference to Fig. 4. 

The reinforcements and general parts and 
arrangement of the flat folding block bottom 
of the bag shown in Fig. 12 are identical 
to those described above with reference to 130 



654,460 



Fiy. 8 and are identified by similar refer- 
euces ia the aforesaid correspoudiug figures 
of the drawings. 

Apparatus for constructing the last men- 
5 tioned bag by the method of the present 
invention is shown in Fig. 9, The said 
apparatus is similar in the main to the 
apparatus described above with reference 
to Fig. 5, and the similar parts are identi- 
10 fied by similar reference*?. 

In the apparatus shown in Fig. 9 how- 
ever, the web \V carrying the reinforcing 
pieces 43 passes beneath the delivery rollers 
09a which serve to superimpose the re- 
15 inforcing pieces 44, fed from the hopper 67, 
upon the pieces 43. Moreover, the bag- 
tube forming means 69 is omitted and the 
apparatus is provided in place thereof with 
first and second gusset fold sets 89, 90 
20 which serve, as described with reference to 
Fig 1, to impart longitudinal gusset folds 
to°the bag tube web and to complete the 
formation of the bag tube. 
In the case of bags of either the self- 
25 opening satchel kind or non-self-opening 
block kind it has been found that instead 
of applying the reinforcing pieces to the 
front and rear walls of the bag tube they 
may, with considerable advantage, be 
30 applied to the areas of the bag tube or web 
which subsequently become the gussetted 
or plain side wails of the bags. This not 
only assists in the formation of the flat or 
block bottom when manufacturing bags 
35 from films of known character, such as re- 
generated cellulose but also provides a 
complete reinforcement of the bag bottom 
without the application of a further patch. 
The reinforcing pieces may extend sub- 
40 stantially to the lower extremity of the bag 
tube so that they may be severed m the 
normal operation of severing the bag 
lengths, if supplied from a web or webs of 
the reinforcing material. 
45 The side wall reinforcing pieces may be 
applied either internally or externally of the 
bags and a convenient arrangement em- 
bodving internal application of reinforcing 
strips to a block bottom self -opening satchel 
50 bag is shown in Figs. 14, 15 and 16. Refer- 
ring to Fig. 14 it will be seen that the bag 
length 91 is produced in the usual tubular 
form with overlapping longitudinal seam 
91a. Reinforcing pieces 93, 94 equal in 
55 width to the width of the side walls of the 
opened bag, are applied to the bag blank 
or web so as to extend to an equal distance 

~ " *"*"ti^ ot the blank 

60 and from end to end thereof. 

Gusset folds 92 are formed in the re- 
inforced longitudinal walls of the bag-tube 
01 and the bag-tube and reinforcing pieces 
are transversely creased to provide fold 
65 lines 97, 99. 



The bottom euds of the gusset -folded side 
walls are then opened out Hat and folded 
about transverse fold lines lUO to detiuc 
rectangular Haps 02/>. 94f> joined to the 
lower end part of the side walls by the 70 
tucked-in half diamoud shaped sides 93d, 
94a, 93r and 94c of the infolded side wall 
pleats. The rectangular Haps 936, 94/i are 
joined at their longitudinal edges by the 
bottom ends 03<i. 90a of the front and rear 75 
walls 95 , 96 of the bag-tube. Each of the 
wall portions 95<i. 96a" is divided by crease 
lines into three halt diamond fold sections 
so that the parts will fold inwards about 
the fold lines 97 to form half diamond flaps 80 
beneath the rectangular reiuforcing 936, 
94b when the latter are infolded about the 
fold lines 100 to form the block bottom of 
the bag as shown in Fig. 16. The blocked 
bottom thus formed is adapted to turn 85 
about the fold line 98 so as to lie flat against 
the rear wall of the bag fas shown in the 
Fig. 1*5 detail) or to be moved through 
approximately 90* to form the block bottom 
of the opened bag as shown in Fig. 16. 90 

As shown in Figs. 17, IS and 19, the side 
wall reinforcing pieces 93, 94 are equal in 
width to the w r idth of the side walls of the 
opened bag and are applied externally to 
the areas of a bag tube 91 which will subse- 95 
quently become the plain side walls of the 
bag formed therefrom so as to extend to 
an equal distance to either side of the 
longitudinal fold lines of the flat folded bag 
tube and from the bottom end thereof. 100 
The bottom ends of the reinforced tube are 
creased to define transverse fold lines 97, 
98 while the ends of the side walls of the 
bag tube and ends 986. 946 of the reinforc- 
ing pieces are infolded about the ends of 105 
the fold lines 100 to define a flat block 
bottom similar to that described above with 
reference to Fig. 16 but having the end half 
diamond pleats 93a , 94a, 93c, 94r thereof 
outwardly directed and the bottom ends 110 
95a, 96a *of the front and rear walls 95, 96 
of the bag folded to half diamond shape 
and adapted to hinge about the fold lines 07 
so as to fold about" the block bottom of the 
bag. The block bottom thus formed is 115 
adapted to lie more or less flat against the 
rear wall of the bag when not in use (Fig. 
18) and to assume the position shown in 
Fig. 19 when the bag is opened for use. 

As in the construction shown in Fig. 16, 120 
a reinforcing patch 101 may be inserted in 
the block bottom of the bag as a double 
reinforcement. _ . . _ . ■ 

Apparatus for producing block "bott6rrf r ^ t: ~-" 
self-openins satchel bags with internally 125 
reinforced <?u><et folded side walk of tin* 
kind described above is shown in Fig. 13. 
It will be *een that the apparatus includes 
a reel 112 for feeding a web W of bag-tube 
material to gusset-forming sections 116; 130 
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an adhesive applying section U'j for apply- 
ing adhosivos to the .longitudinal seaming 
areas and reinforcing areas of the web W; 
a pair of reels 114 and associated for ward - 

5 ing, creasing and severing sections 15 for 
simultaneously feeding parallel webs R, Rl 
of the reinforcing material and super- 
imposing the reinforcing pieces 93, 94 upon 
the web; and roll pairs 126 including lift 

10 rolls 126ft for uniting the web and reinforc- 
ing pieces and presenting same to bag-tube 
and gusset forming sections 116. 

The bag-tube aud gusset-forming sections 
are associated with a block bottom forming 

15 section comprising parts which are arranged 
and adapted to operate in a manner pre- 
cisely similar to that described above with 
reference to the similarly identified parts of 

Fig. 9. i j 

20 In the operation of the last described 
form of apparatus, the web W is supplied 
with adhesive in passing the adhesive- 
applying section 118 and is then fed to the 
roll pair 126. The side wall reinforcing 

25 pieces 93 t 94 are simultaneously applied to 
the web and united therewith in passing 
between the roll pair 126. When subse- 
quently passing through the bag-tube and 
gusset forming sections 116, the web W is 

30 formed into the required bag-tube with 
gusset folded reinforced sides. The bag- 
lengths are then cut from the web and the 
block bottom of each tubular bag length 
formed from the bag-tube and reinforcing 

35 pieces as the separated bag tubes progress 
through the block bottom forming section. 
The bottom blocking patches 101 may be 
applied from the hopper 73 in the manner 
•above described; when required as a second - 

40 ary or double reinforcement. 

The apparatus described with reference 
to Fig. 13 may readily be modified for pro- 
ducing the block bottom non-self-opening 
bag with externally reinforced side walls 

45 described above with reference to Figs. 17, 
18 and 19. To this end, for example, the 
web feeding sections may be re-arranged 
that the bag-tube web is superimposed upon 
the reinforcing pieces and attached thereto 

50 in such relation, while the gusset-forming 
sections 116 will be dispensed with and re- 
placed by a plain bag-tube forming mechan- 
ism 116a (as shown hi chain dot outline). 
It will be appreciated that the bag pro- 
55 ducing apparatus in any of the forms des- 
cribed above may include means for feed- 
ing the bag-tube material to the bag-tube 
forming mechanism in pre-cut sheets 
- - instead' of •* eoafcinuc^ 
60 the bag-tube material may be fed from a 
reel and cut off into bag length blanks 
prior to the formation of the bag tube* 
therefrom, or may ^be fed from sacks or 
hoppers. 

65 Similarly, each of the above described 



ftmns of apparatus may be modified by 
substituting a web feed for the stack or 
hopper feed described, or vice versa, for 
the supply of the reinforcing material. 

In any of the above described forms of 70 
reinforced bags the reinforcing pieces may 
be secured to the bag-tube walls at any 
number of different points of their mutual 
face-to-face contact and over compara- 
tively large or small areas as desired, but 75 
at preseut it is considered to be sufficient 
to secure the said contacting faces to- 
gether only at the bottoms or tail ends of 
the reinforced bags. 

As shown for example in Fig. 2, strips 80 
of adhesive a, 5, c and d may be applied 
to the web W so as to extend in two trans- 
verse rows across the bottom or tail end 
of each bag length. After application of 
the adhesive, the first reinforcing piece 8 85 
is imposed upon the adhesive strip a and 
the first gusset fold then made, so that the 
two .adhesive strips b are brought face 
upwards above the reinforcing piece 8, 
whilst the adhesive strips c are turned face 90 
downwards, to contact the upper surface 
of the bottom fold end of the reinforcing 
piece 3 of the bag tube. The reinforcing 
piece 4 is then laid upon the upturned faces 
of the gusset folds 2 and adhesive strips 95 
f>, whereafter the second gusset fold is 
erected to complete the formation of the 
bag tube while turning the adhesive strips 
d downwards to contact the outer face of 
the reinforcing piece 4 and bringing the 100 
longitudinal seaming edges of the bag tube 
into overlapping mutually adhering 
relation. 

As noted above, the bottom of the plain 
satchel bag shown in Fig. 4 may be sealed 105 
with a single or double turn-up fold of the 
bottom end of the bag-tube and if a double 
turn-up sealing fold is used, the adhesive 
strips c may be dispensed with. 

It will also be understood that in place 1 10 
of two pieces of reinforcing material as 
more particularly described above, use may 
b e made ul a single s tr ip o f -m aterial which 
is folded back on t o Itself ' ei ther before o r 
a fter being Applied to" the bag-tube m aterial^. 115 
Thus, for example a single strip of rein- 
forcing material may be transversely 
f olded to produce, in effect, two conj oined 
p ieces one of which is attached to and 
serves to reinforce the fro nt or rearwallof c( 120 
b lock bottom ba g, while the other piece 
constitutes a freely hinged flap which lies 
against the first mentioned piece when the 
^"Bag v is folded flat and is adapted to swing 
downwards to cover and reinforce the block 125 
bottom thereof when the bag is opened. 

The mouths of the bags made according 
to this invention may be adapted for 
closure in known manner, such as for 
instance by sealing by the application of 130 
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heat ami pressure to heat-sealab him*- 
preferably applied direct to the walls of the 
ha" tube, iu which ease tin? reiniorctuu 
piece or pieces nmy be arranged to termi- 
nate short of the top of the bag tube walls. 
Alternatively, the reinforcing piece or piece* 
may be extended up to or beyond the top 
edge o£ the bag and adapted to close 
inwardly over the contents of the bag, tlin* 
exposing an area of the have tube wall* at 
the mouth of the bag for sealing purposes. 
In a further modified form, the said rein- 
forcing pieces may remain extended for 
sealing in co-operation with the sealing 
area at the bag mouth and may be adapted. 
per se for heat sealing. 

The means for effecting a satisfactory 
closure of the bags include the use of ad- 
hesive tape, metal clips, staple*, stitching. 

Means may be conveniently b* provided 
for carrying the bags produced according to 
the present invention. For example, an 
aperture cut in the said extended strip or 
strips would quite well serve this purpo-. 

The said reinforcing material may have 
inherent heat-sealing properties, or it may 
be treated with suitable heat sealing him 
by coating or applying in strip form at 
appropriate positions. 

Alternatively, or in addition to. the 
adhesive or heat-sealing rilm may be applied 
to the tube-forming web as it is drawn from 
the reel, or the said web may consist ot 
heat sealing film. t 

A bag thus made may be <toreu in dat 
condition and made ready for use by open- 
in" the gusset folds and thereby formmg 
the bag bottom, which in turn may be 
further reinforced by folding inwardly the 
extension flap provided for this purpu- 
ra one of the reinforcing strips or sheet> as 
hereinbefore described. 

Printing or other decorative matter may 
be applied to the bag with the reinforcing 
strips providing a good background thereto, 
or the decorative matter could, with advan- 
tage be applied direct to the outer face of 
one or more of the reinforcing strips or 
sheets. 

It will be clear that by the method of 
the preseut invention a well «haped, appre- 
ciably rigid pack reinforced at the point* 
of maximum strain can be provided and 
by using a suitable transparent material 
for the bag tube such a pack may he formed 
with suitably reinforced and stiffened areas 
"asscd^o'd %iith-a*-drsplay panel or panels. 
Although the production of bags from 
single webs or single sheets of tube- 
forming material is more particularly des- 
cribed above it will be understood that bags 
having multi-ply walls may be produced 
according to the present invention by 
65 simultaneously feeding two or more webs 



and/-.* pivroiw'l shei*t< of tube forming 
material t<* hag-tube, f'4'min«: 

mechanism. 

Having now particularly de<crib*d and 
ascertained the nature of our <aid in veil- 70 
tion and in what manner the came is to be 
performed, we declare that what we claim 

is: — f 

1. A method "f inaiiutacturin" rein- 
forced riat-bott^med type collapsible bag* 75 
and tike containers from bag-tubing, 
whereby a web or webs or a piece or pieces 
of flexible ha^-tube material is or are 
mechauically ted to a bag-tube forming 
inechauism, and one piece or two or more 80 
piece> of a comparatively ^tirV sheet 
material suitably creased or otherwise 
weakened for subsequent folding is or are 
mechauically presented to and brought into 
face-to-face 'relation with each bag-length So 
of the bas-tube material >o as to become 
united therewith in the formation _ of tlu* 
hasMube from the baa-tube material ami 
wherein- one end of the formed bag-tube 
and the corresponding parts of the rem- 90 
forciug piece or pieces applied to the bag- 
tube are mechanically folded and sealed 
to complete a bottom for the bag and so 
that when the latter is opened for use the 
reinforcing pieces adopt a position wherein 95 
to define "a ihit bottom to the bag and to 
reinforce the bottom and at least out 
longitudinal wall of the bag. 

The method as claimed in Claim I. 



whereby the reinforcing pieces are pre- 100 
seuted'to the bag-tube material so as to 
become attached to the internal surfaces 
of the formed has. . 

S. The method as churned in Claim 1 
whereby the reinforcing pieces are pre- ioc 
sented to the basr-tube material -o m< tv 
become attached "to the external surface 
of the formed bag. 

4. The method as claimed in Claim 1. 

2 or 3. whereby the bag-tube material is ted n( 
to the tube-formiug mechanism in a con- 
tinuous web, while the reinforcing pieces 
are fed from two or more continuous wehs 
and severed therefrom prior to attachment 
to the tube-forming material. 

5. The method a- claimed in Claim 1. 
2 or 8. whereby the bau-tube material is 
fed to the bus-forming mechanism iu a 
continuous wt?l>. while the ivinforcinv 
pieces are pre-formed and fed from suit- 
able stacks or hoppers. 

0. Apparatus for carrying into effect 
jt.liejuet.ho5 clajmed in, any of the precedinL; 
claims, comprising means for- fcedinir a 
continuous web of bag-tube material to baL- 
tube forming mechanism, means for coat- 
ing the longitudinal seaming area and 
reinforcing areas of each bag-length of th*- 
web with an adhesive substance, means for 
hrhr.diii.' a ^ accession of suitably ereasod vi- 
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otherwise weakened reinforcing pieces into 
face-to-face contact with the adhesive- 
coated areas of the web, means for forming 
each bag-length of the reinforced web into 

5 the requisite bag-tube, means for applying 
an adhesive substance to the bag-tube 
lengths at one end thereof and folding and 
sealing the adhesive coated ends to form 
reinforced bottoms to the bags, and means 

10 for delivering the formed bags. 

7. A modification of the apparatus 
claimed in Claim 6, wherein the bag-tube 
material is prefabricated to sheets of the 
size and shape required for the production 

15 of the bag- tubes, and means are provided 
for stacking the sheets and feeding the 
stacked sheets in succession to the bag- 
tube forming mechanism. 

8. Apparatus as claimed in Claim 6 
20 or 7, comprising means for feeding two or 

more continuous webs of reinforcing 
material, means for transversely creasing, 
scoring or otherwise weakening the rein- 
forcing material to define fold lines therein, 
25 and means for severing the reinforcing 
material into pieces of the requisite length. 

9. Apparatus as claimed in Claim 6, 
7 or 8, wherein means are provided for 
longitudiual creasing and folding the rein- 

30 forcing pieces for the purpose set forth. 

10. A modification of the apparatus 
claimed in Claim 8 or 9, wherein means are 
provided for feeding preformed reinforcing 
pieces from stacks or hoppers to trans- 

35 verse creasing scoring or other fold line 
defining means and feeding the creased or 
scored reinforcing pieces to the tube- 
forming mechanism. 

11. Apparatus as claimed in any of 
40 the preceding Claims 6 to 8 or 10 adapted 

for the production of reinforced plain 
satchel bags, comprising means for apply- 
ing a reinforcing piece to each bag length 
or piece of tube-forming material, means 

45 for forming a first gusset fold along each 
longitudinal side of the reinforced bag 
length or piece, means for applying a 
second reinforcing piece to the gusset-folded 
bag length or piece, means for forming a 

50 second gusset fold along each gusset-folded 
longitudinal side of the bag length or piece 
to complete the formation of the bag-tube. 

12- Apparatus as claimed in any of the 
preceding Claims 6 to 8 or 10 adapted for 

55 the production of reinforced block bottom 
non-self-opening bags comprising means 
for bringing a longitudinally extending 
reinforcing piece into face-to-face contact 
with th^ adhesive coated., surface of~;each 

60 bag length or piece "of tube-forminj: 
material, means for superimposing a second 
longitudinally extending reinforcing piece 
upon the first mentioned reinforcing piece, 
means for forming the reinforced bag length 

65 or piece into a bag tube and sealing the 



longitudinal seam thereof, means for apply, 
nig adhesive to the bottom or tail end of 
the formed bag tube and adjacent ends of 
the reinforcing pieces, means for inserting 
a bottom blocking patch into the tail en 70 
of the bag-tube, and means for tucking-in 
and sealing off the blocked bottom of the 
bag tube to complete the bag, 

13. Apparatus as claimed in any of the 
preceding Claims 6 to 8 or 10, adapted for 75 
the production of reinforced block bottom 
self-opening satchel bags, comprising means 
for. bringing a longitudinally extending 
reinforcing piece into face-to-face contact 
with the adhesive-coated surface of each 80 
bag length of the tube forming material, 
means for forming a gusset fold along each 
longitudinal side of the reinforced bag 
length, means for superimposing a second 
longitudinally extending reinforcing piece 85 
upon the reinforced gusset-folded bag 
length, means for forming a second gusset 
fold along each gusset-folded longitudinal 
side of the reinforced bag length and form- 
ing the latter into a reinforced bag tube 90 
means for applying adhesive to the bottom 
or tail end of the formed bag tube, means 
for inserting a bottom blocking patch into 
the tail end of the bag tube length and 
means for tucking in and sealing off the 95 
blocked bottom of the bag-tube length to * 
complete the formation of the bag. ° 

14 Apparatus as claimed in any of the 
preceding Claims 6—10, adapted for the 
production of reinforced flat bottom bags 100 
comprising means for bringing reinforcing 
pieces into longitudinally extending face* 
to-face contact with each bag length of ba*- 
tube forming material .so that the reinforc- 
ing pieces cover the side wall areas of the 105 
formed bag tube, means for completing the 
formation of a bag tube from each 
reinforced bag-length of bag-tube famine 
material and means for infolding the bottom 
or tail ends of the bag-tube and side wall no 
reinforcing pieces to produce a bag having 
a reinforced flat bottom formation. 

15. Apparatus as claimed in Claim 14 
including means for forming longitudinal 
gusset folds hi the reinforced side walls of UK 
the bag-tube thereby to produce a self- 
opening satchel bag with a reinforced 
block bottom. 

16. Apparatus as claimed in Claim H 

or 15, comprising means for inserting 120 
reinforcing patches into the block bottom 
of the tubular bags to provide a double 
reinforcement for the said block bottom 

+iJ i P ? a ?* US ^ • carrying~-mto 4ffec£ < 
the method claimed in any of the preceding 125 
Claims 1-5,. substantially as described 
with reference to Figs. 1^4 or Figs. 5-3 
or Figs. 9 to 12 or Figs. 18—19 of the 
accompanying drawings. 

18. A reinforced plain satchel bag sub. 130 
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